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1. 
METHOD FOR FABRICATING 
BOCOMPATIBLE POROUS TITANIUM 
CROSS-REFERENCE TO RELATED 
APPLICATIONS 5 
The present application claims priority to U.S. Provisional 
Application No. 61/630,344 filed on Dec. 9, 2011, the entire 
contents and disclosure of which are herein incorporated by 
reference. 10 
FIELD 
The present invention relates to a method for fabricating 
a porous metal construct, and in particular to a fabrication 15 
method for a biocompatible porous titanium construct, 
which employs a salt bath sintering process. 
BACKGROUND 
2O 
Titanium (Ti) is widely used as an implant material in 
dental and orthopedic applications because of its biocom 
patibility, corrosion resistance, and mechanical durability. 
Commercial-purity, dense Ti has one of the Smallest elastic 
modulus values (100-110 GPa) among the metallic materials 
commonly used as implants in the biomedical industry; 
however, its modulus is still far larger than that of human 
cortical bone (10-15 MPa). It is well documented that the 
use of implants with elastic modulus values far larger than 
that of bone can lead to undesirable bone resorption result 
ing from stress shielding. 
Modification of the microstructure and macro-shape is a 
widely-used approach for controlling the mechanical prop 
erties of solids. For a given macro-shape, modification of the 
pore characteristics such as the porosity, pore size, and 
distribution in the pore size provides a method for altering 
the mechanical properties. Porosity is also important in 
implant applications; an implant should have the requisite 
pore characteristics to Support tissue in-growth and integra 
tion with host tissues. Generally, interconnected pores of 
size larger than 100 um have been reported to be beneficial 
for Supporting bone in-growth. 
Because of the importance of porosity in implant appli 
cations, the production of porous Ti has been the subject of 
several investigations in the last few decades. The methods 45 
include conventional powder metallurgy, Solid freeform 
fabrication (e.g., selective electron beam melting and three 
dimensional printing), sintering of powders, tape casting, 
and foam replication techniques. For example, a conven 
tional powder metallurgy method involves compacting Ti 50 
particles in a die, and sintering the construct in a vacuum or 
inert gas atmosphere to bond the Ti particles into a strong 
network. However, this method provides only a limited 
range of porosity (approximately 30 to 50%) which makes 
it difficult to match the mechanical properties of bone. 55 
Another method, the polymer foam replication technique, 
involves the steps of (1) coating a polymer foam with Ti (or 
TiH) particles, (2) decomposing the foam in a vacuum, and 
(3) sintering the construct in a vacuum to bond the Ti 
particles. This method requires decomposing a large mass of 60 
polymer foam in a high-vacuum furnace which is detrimen 
tal to a high-vacuum furnace, particularly when fabricating 
a large article. Organic space holder methods employ car 
bamide, ammonium hydrogen carbonate, or other materials 
as a space holder in the fabrication. The major drawback of 65 
these methods is the removal of the organic space holders 






rapid prototyping methods can fabricate highly controlled 
pore structure and pore size distribution, but they require 
expensive equipment. 
More recently, hierarchically-structured Ti foams have 
been produced by first forming an oxide precursor by a 
gel-casting method, followed by electrochemical reduction. 
Current production of most reactive metals by a powder 
metallurgy route involves a controlled-atmosphere sintering 
step in which a compacted mass of particles is heated in a 
vacuum or in a high-purity inert gas atmosphere to bond the 
particles. However, the use of a vacuum furnace or an inert 
gas atmosphere furnace leads to high fabrication costs. 
Therefore, there is a need to provide a new and improved 
method for fabricating porous titanium with controlled pore 
sizes, wide porosity range, and low-cost process. 
SUMMARY 
In one embodiment, a method for fabricating porous 
metal construct, Such as titanium, with the requisite porosity, 
pore sizes for biomedical applications and reduced fabrica 
tion cost is provided. The method for fabricating a porous 
metal construct with desired porosity may include the steps 
of (1) mixing metal powder and salt particles and forming a 
metal-salt construct by pressing in a shaped die; (2) sintering 
the metal-salt construct in a molten salt bath at an elevated 
temperature to produce a sintered construct with a bonded 
network of metal; and (3) removing salt from the sintered 
construct by dissolution in water to result in the porous metal 
construct. The amount of salt and the particle size of the salt 
can be monitored and varied to control the porosity and pore 
size of the resulting porous construct. The inventive methods 
may also be applied to metals other than Ti, such as Nb, Zr, 
Ta, W, and stainless steel. 
Additional objectives, advantages and novel features will 
be set forth in the description which follows or will become 
apparent to those skilled in the art upon examination of the 
drawings and detailed description which follows. 
BRIEF DESCRIPTION OF THE DRAWINGS 
FIGS. 1A and 1B are pictures of exemplary Titanium (Ti) 
constructs fabricated using an embodiment of the inventive 
method; 
FIGS. 2A and B are Scanning Electron Microscopy 
(SEM) images of the surface and polished cross section, 
respectively, of an exemplary porous Ticonstruct; 
FIG. 3 shows the pore size distribution and cumulative 
fraction of pores in a fabricated Ticonstruct with a porosity 
of 65%: 
FIG. 4 shows the mechanical response (compressive 
stress vs. Strain) for porous Ticonstructs with the porosities 
shown: 
FIG. 5 shows the yield strength and elastic modulus in 
compression for porous Ti constructs as a function of 
porosity; 
FIG. 6 shows data for the compressive yield strength vs. 
porosity for the fabricated Ti constructs fitted using an 
exponential relationship (Equation 1); the fit shows that the 
mechanical properties can be controlled and predicted; and 
FIGS. 7A to 7F are images of porous Ticonstructs seeded 
with osteogenic MLO-A5 cells and incubated in vitro for 2, 
4 and 6 days: 7A to 7C SEM images; 7D to 7F optical 
images of the Ticonstructs treated with an MTT assay. The 
increase in cell proliferation, as seen from the SEM images 
and from the MTT staining (purple), shows that the fabri 
cated constructs are biocompatible. 
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The headings used in the figures should not be interpreted 
to limit the scope of the claims. 
DETAILED DESCRIPTION 
Unless other wise defined, all technical and scientific 
terms used herein have the same meaning as commonly 
understood by one of ordinary skill in the art to which this 
invention belongs. All publications, patent application, pat 
ents, and other references mentioned herein are incorporated 
by reference in their entirety. 
The invention provides a new method for fabricating 
porous metal constructs, such as titanium (Ti) constructs for 
biomedical applications, such as implants for the repair of 
diseased or damaged bone. The inventive fabrication 
method combines a new salt-bath sintering technology with 
a conventional powder metallurgy process. The sintering 
step is performed in a molten salt bath to eliminate the need 
for expensive furnaces in which the sintering step is per 
formed in a vacuum or in a high-purity inert gas atmosphere. 
Thus, the inventive method can significantly reduce the 
production cost when compared to conventional powder 
metallurgy methods. The inventive method is capable of 
controlling the porosity and pore size of the fabricated metal 
constructs by varying the Volume ratio of Salt to metal, and 
the size of the salt particles. An additional advantage of the 
inventive method is that the linear shrinkage of the con 
struct, from the forming stage to the final product, is lower 
than that for constructs fabricated by conventional powder 
metallurgy methods; the lower shrinkage makes it easier to 
control the dimensions of the final product. Moreover, the 
method may also be employed to fabricating porous metal 
constructs other than Ti, such as Niobium (Nb), Zirconium 
(Zr), Tantalum (Ta), Tungstun (W), stainless steel, etc. 
Specifically, the inventive method comprises three major 
steps: (1) mixing metal powder and salt particles in the 
predetermined ratio and forming a metal-salt construct with 
the desired shape by pressing in a shaped die, (2) sintering 
the metal-salt construct in a molten salt bath at an elevated 
temperature to produce a sintered construct with a strong 
network of bonded metal particles, and (3) removing salt 
from the sintered construct by dissolution in water to result 
in the porous metal construct with the desired porosity and 
pore size. 
In the mixing and forming step, the inventive method may 
further include the sub-steps of (i) dry mixing the metal 
powder and salt particles to form a dry powder mixture, (ii) 
wet mixing the metal powder and salt particles by adding an 
organic solvent into the dry mixture, along with agitation to 
result in a moist mixture with improved homogeneity of 
mixing, and (iii) pressing the moist mixture in a shaped die 
to form a metal-salt construct with the desired shape and 
improved strength. The ratio of the metal powder to the salt 
particles and the size of the salt particles are important for 
producing constructs with the desired porosity, pore size, 
and distribution of pore sizes. Sodium chloride is commonly 
employed as the salt in the process, but chlorides of other 
metals, such as potassium chloride (KCl), can be used. The 
organic solvent employed in the wet-mixing may be ketones 
(such as acetone), alcohols (such as isopropanol), hydrocar 
bons (such as hexane), etc., which have the desired evapo 
ration rate for ease of removal. For example, acetone at a 
ratio of 1:100 by weight of the dry mixture may be used, and 
it later evaporates during the pressing step. 
In the sintering step, the salt bath may be heated at a rate 
of 0.1 to 100° C./min up to a temperature in the range 900 













period of time (0 to several hours). After this sintering step, 
the normal cooling-down process to room temperature may 
also be controlled at a rate of 0.1 to 100° C./min. 
The inventive method is capable of producing porous 
metal constructs with porosities in the range 30 to 80%, and 
pore sizes in the range 10 to 1000 um by controlling the ratio 
of metal powder to salt particles and the size of the salt 
particles. Table 1 compares the different Ti to salt volume 
ratios in the starting mixture with the corresponding porosi 
ties in the fabricated constructs. 
TABLE I 
Composition and properties of starting materials 
and fabricated Ticonstructs 
Starting Fabricated Ticonstructs 
mixture (vol. 90). Porosity Yield strength Elastic modulus 
Sample Ti NaCl (%) (MPa) (GPa.) 
1 65 35 35 216 29 9.8 2.O 
2 60 40 40 154 - 11 6.0 O2 
3 50 50 50 114 - 7 4.6 + 0.4 
4 45 55 55 83 - 9 4.0 O.8 
5 35 65 65 36 - 15 1.8 0.8 
Ti constructs with porosities in the range 35 to 65% are 
readily produced by the inventive method. Constructs with 
porosity higher than 65% may be achieved, but at the 
expense of reduced strength. 
The invention has also evaluated the physical, microstruc 
tural, and mechanical properties of the fabricated constructs. 
The evaluations show that the fabricated constructs have the 
requisite mechanical properties to match the strength and 
elastic modulus of bone, so bone resorption due to “stress 
shielding may be reduced. 
Physical property: Referring to FIGS. 1A and 1B, which 
show pictures of exemplary porous Ticonstructs fabricated 
using the inventive method; FIG. 1A shows three cylindrical 
constructs, while FIG. 1B shows a hollow truncated conical 
construct. Visual comparison of the fabricated constructs 
with the starting Ti particles showed no marked difference in 
color, which indicates that oxidation of the Ti construct did 
not occur during the salt-bath sintering step. 
As shown in FIGS. 1A and 1B, the constructs retained 
their shape during the fabrication process. During the sin 
tering step, the pores between the Ti particles in the Ti-salt 
article are eliminated, leading to a dense, strong Tiphase and 
interconnected Salt particles. The shrinkage during the sin 
tering step is 6 to 10%, which is lower than the typical 15% 
shrinkage observed in this step for conventional powder 
metallurgy methods. The lower shrinkage in this inventive 
method makes it easier to control the dimensions of the final 
product, such as the product shown in FIG. 1B. 
Microstructural property: Referring now to FIG. 2, which 
shows SEM images of the surface and polished cross section 
of an exemplary construct. The Surface and polished cross 
section are shown to have a uniform porous microstructure 
with a dense Ti phase resulting from sintering of the Ti 
particles and interconnected pores that mimicked the size 
and cubic shape of the salt particles. 
Referring now to FIG. 3, which shows the measured pore 
size distribution of an exemplary construct with 65% poros 
ity. More than 90% of pores in the exemplary construct have 
a size in the range between 100 to 420 um, which has been 
shown to be a desirable pore size range for bone repair/ 
replacement. 
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Mechanical property: Referring now to FIG. 4, which 
shows the mechanical response in compression for fabri 
cated Ticonstructs with porosities of 35, 50, and 65%. The 
shapes of the curves show the typical deformation behavior 
of a ductile metal. The yield stress, a measure of the strength 
of the construct, is defined as the stress at an offset strain of 
0.2%; the elastic modulus, a measure of the stiffness of the 
construct, is defined as the slope of the initial linear region 
of the stress vs. Strain curve. 
Referring to FIG. 5, the measured compressive strength 
and elastic modulus of the Ti constructs as a function of 
porosity is shown. The compressive strength decreases from 
216-29 MPa to 36-15 MPa, while the elastic modulus 
decreases from 9.8+2.0 GPa to 1.8+0.8 GPa as the porosity 
increases from 35 to 65%. The data for the strength and 
elastic modulus show approximately the same trend with 
decrease in porosity. 
Referring now to FIG. 6, a fit of the measured strength vs. 
porosity data of the fabricated Ticonstructs with a theoreti 
cal relationship is illustrated. In the porosity range 35 to 65% 
which is a desirable range for bone repair, the theoretical 
relationship is: 
o=15.0+975 exp(-0.044P) (1) 
where O is the compressive strength, and P is the porosity of 
the construct. The ability to fit the measured data using 
Equation (1) means that the strength of the fabricated Ti 
construct can be predicted from the porosity; alternatively, 
the porosity for a required strength can be predicted. 
The invention has further tested the response of the 
fabricated Ti constructs to cells in vitro, and found that the 
fabricated constructs are biocompatible. In addition, the 
results showed that the fabricated Ti constructs have the 
requisite porosity and pore size to Support cell growth into 
the implants, which is a requirement for porous implants 
intended for bone repair applications. 
Referring to FIGS. 7A to 7C, SEM images illustrate the 
morphology of osteogenic MLO-A5 cells seeded on the 
surfaces of the porous Ticonstructs and incubated for 2, 4 
and 6 days. The osteogenic cells appeared to be well 
attached to the surface of the construct. In addition, the 
number of cells on the construct increased as a function of 
incubation time, showing that the fabricated Ti constructs 
can Support proliferation of the osteogenic cells. After 
culturing for 6 days, almost the whole surface of the 
construct, including the Surface of the pores, was covered 
with cells. Photographic images of cell-seeded constructs 
treated using an MTT assay are shown in FIGS. 7D to 7F. 
The purple pigment visible on the scaffold is an indication 
of viable cells. The increase in intensity of the purple color 
with culture time provides further evidence for the capacity 
of the fabricated Ticonstructs to support the proliferation of 
viable, metabolically active cells. 
EXAMPLE 
The following discussion is intended only as an example 
of some embodiments of the invention. The details set forth 
below are not intended to limit the scope of the disclosure, 
but are rather to provide an example of the use of an 
embodiment of the invention. 
The process begins with mixing and compaction of the 
starting materials. The starting materials may include com 
mercially-available Titanium (Ti) sponge powder with an 
average particle size <45 microns (Lm) and sodium chloride 
(NaCl or salt) particles with an average size of 200-500 um. 














grade starting materials through stainless steel sieves to 
provide starting materials of the desired size. Different ratios 
of Ti and salt, by volume, were used to fabricate final Ti 
constructs with porosity values in the range of approxi 
mately 35-65%. 
The starting materials were mixed using a mechanical 
mixing method, which includes grinding using a mortar and 
pestle or tumbling the starting materials in a ball mill. 
Specifically, the Ti and salt particles were initially mixed in 
a dry state by tumbling the mixture in a vessel (e.g., a 
Nalgene(R) bottle) for approximately 12 hours. Dry mixing 
was followed by wet mixing, which consisted of stirring the 
mixture for approximately one minute in acetone, which 
improved the homogeneity of mixing. The ratio of the solid 
phase (i.e., the Ti and salt) to the acetone was approximately 
100:1 by weight. 
After mixing, the moist mixture was compacted in a 
shaped die (e.g., in any desired shape). In this experiment, 
the moist mixture was uniaxially pressed (e.g., using a press, 
Such as a hydraulic press) in a 6.35 mm diameter stainless 
steel die under a pressure of 20 MPa. In other experiments, 
pressures of between about 60 MPa to about 100 MPa were 
used. After pressing, the acetone was allowed to completely 
or nearly completely evaporate. After evaporation of the 
acetone, the die-pressed materials were then pressed again 
using a cold isostatic press under a pressure of about 250 
MPa to increase the strength of the materials. During the 
compaction process, the Ti particles adhere to other Ti 
particles by plastic flow to produce a construct with suffi 
cient strength for manipulation. As a result, constructs were 
formed into the required configuration or geometry (e.g., 
cylinder, tube, spherical, etc.), depending on the shape of the 
die. 
After compacting the materials, the construct was sintered 
in a salt-bath. The salt bath can be provided using a salt-bath 
furnace or an alumina crucible in a vented chamber furnace. 
Specifically, in this case, a chamber furnace was used Such 
that an alumina crucible was partially filled with salt par 
ticles and heated at 10° C./min to the desired sintering 
temperature (e.g., around 1200° C.). After reaching the 
sintering temperature and upon the salt melting, the com 
pacted mixture was put into the salt bath in an expedient 
manner to avoid some or all potential oxidizing. After the 
compacted mixture was placed in the salt bath, the tempera 
ture was held constant for about 1 to about 3 hours to sinter 
the metallic network of Ti particles. In this case, the tem 
perature was held constant for about 2 hours. After comple 
tion of sintering, the now-sintered construct was cooled in 
the salt bath. In situations using a salt bath-sintering furnace, 
the sintered construct was cooled using quenching via oil to 
protect the sintered material from oxidization. 
After the sintering process, the salt was removed from the 
sintered construct. As discussed above, the salt acts a 
pore-forming phase so that the removal of the salt works to 
reveal the pores of the final material. In this case, the salt was 
removed by dissolution achieved by soaking the sintered 
construct (i.e., the Ti/salt material) in water at a temperature 
near or greater than room temperature (e.g., around 21°C.). 
Completion of the dissolution process was determined by 
testing for the presence of Cl ions in the water by adding 
one or more volumes of silver nitrate solution to the water. 
When there was no observable precipitation of silver chlo 
ride, the sintered mixture was removed from the water, 
washed with deionized water, and dried for 24 h at 65° C. 
After salt removal, porous Ti scaffolds with the desired 
microstructure (e.g., porosity of between about 60% and 
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about 70% and pore sizes between about 100 and about 500 
microns) and desired mechanical properties was produced. 
Using some alternative systems, other methods were used 
to remove the salt from the sintered construct. For example, 
in one system, the sintered mixture was placed on a porous 
substrate or surrounded with a porous powder bed and 
heated above the melting point of the salt (i.e., around 801 
C.) in an inert atmosphere (e.g., in the presence of an inert 
gas, such as Argon). As a result, the salt became molten and 
was removed by wicking. In other systems, the salt was 
removed via a combination the processes disclosed above 
(i.e., wicking and dissolution). 
While the invention has been described in connection 
with specific embodiments thereof, it will be understood that 
the inventive device is capable of further modifications. This 
patent application is intended to cover any variations, uses, 
or adaptations of the invention following, in general, the 
principles of the invention and including such departures 
from the present disclosure as come within known or 
customary practice within the art to which the invention 
pertains and as may be applied to the essential features 
herein before set forth. 
What is claimed is: 
1. A method for fabricating biocompatible porous metals, 
the method comprising: 
mixing a metal powder and a salt to form a mixture; 
compacting the mixture in a die under pressure to form a 
construct comprising a predetermined shape; and 
sintering the construct in a molten sodium chloride bath to 
produce a sintered construct. 
2. The method of claim 1 and further comprising soaking 
the sintered construct in a water bath to remove at least a 
portion of the salt to reveal a plurality of pores within the 
sintered construct. 
3. The method of claim 1, wherein mixing the metal 
power and the salt comprises a dry-mixing step and a 
wet-mixing step. 
4. The method of claim 3, wherein the dry-mixing step 
comprises mixing the metal powder and the salt in a tumbler 
for a predetermined amount of time to form a dry mix. 
5. The method of claim 4, wherein the wet-mixing step 
comprises mixing the dry mix with a volume of acetone to 
form the mixture. 
6. The method of claim 1, wherein the metal comprises at 
least one of titanium, niobium, zirconium, tantalum, tung 
sten, and stainless steel. 
7. The method of claim 1, wherein the salt comprises at 









8. The method of claim 1, wherein the molten sodium 
chloride bath comprises liquid sodium chloride at a tem 
perature of at least 1200° C. in an alumina crucible. 
9. The method of claim 1, wherein the construct is 
sintered in the molten sodium chloride bath for between 
about 1 and about 3 hours. 
10. A method for fabricating biocompatible porous tita 
nium, the method comprising: 
mixing a titanium powder and a salt to form a mixture: 
compacting the mixture in a die under pressure to form a 
construct comprising a predetermined shape; 
sintering the construct in a molten sodium chloride bath to 
produce a sintered construct; and 
removing at least a portion of the salt from the sintered 
construct to reveal a plurality of pores defined through 
a portion of the sintered construct. 
11. The method of claim 10, wherein removing at least a 
portion of the salt from the sintered construct comprises 
soaking the sintered construct in a water bath. 
12. The method of claim 10, wherein removing at least a 
portion of the salt from the sintered construct comprises 
heating the sintered construct to a temperature greater than 
a melting temperature of the salt. 
13. The method of claim 10, wherein the salt comprises 
one of sodium chloride and potassium chloride. 
14. The method of claim 10, wherein mixing the titanium 
power and the salt comprises a dry-mixing step and a 
wet-mixing step. 
15. The method of claim 14, wherein the dry-mixing step 
comprises mixing the metal powder and the salt in a tumbler 
for a predetermined amount of time to form a dry mix. 
16. The method of claim 15, wherein wet-mixing step 
comprises mixing the dry mix with a volume of acetone to 
form the mixture. 
17. The method of claim 10, wherein the molten sodium 
chloride bath comprises liquid sodium chloride at a tem 
perature of at least 1200° C. in an alumina crucible. 
18. The method of claim 17, wherein sintering the con 
struct comprises raising the temperature of the molten 
sodium chloride bath at a rate of between 0.1 to 100° C. per 
minute. 
19. The method of claim 18, wherein the rate is approxi 
mately 10° C. per minute. 
20. The method of claim 10, wherein the construct is 
sintered in the molten sodium chloride bath for between 
about 1 and about 3 hours. 
